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(54) BRUSH HAVING SLIVER CONTACT POINT AND MANUFACTURE THEREFOR 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a brush having 

a sliver contact point in which the silver contact point and 

a contact point part of a brush main body are formed as 

an electrically integrated structure by boring a hole in a ? 



SOLUTION: A tip of a contact point part 5 integrally (f 
stood up from a brush main body is formed in a flat part, 
and a hole 6 is bored. A leg part 8 of a silver contact pint 
7 is fitted in this hole 6, and spot welding 12 is performed 
on an under surface of a contact point flange part 9 of 
the sliver contact point 7 contacting with the upper edge 

of this leg part 8 and a peripheral edge part upper surface of the hole 6, and they are 
integrally formed by being mechanically calked from the under surface. In the silver contact 
point 7, a surface of the contact point flange part 9 is coated with silver alloy 10. A brush 
having a sliver contact point which is excellently electrically continued with this and by which 
there is no possibility of falling-off of the sliver contact point 7 can be obtained. 



STARTING IND CO LTD 



IMAI CHIYOUZABUROU 



tip flat part of the contact point part standing up from the 
brush main body, and mechanically calking it by 
performing spot welding by fitting a leg part of the sliver 
contact point in this hole. 
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FULL CONTENTS 
[Claim(s)] 

[Claim 1] The brush with a silver point of contact characterized by closing whether it is 
mechanical to the hole which has a main part of a brush, and the contact part which stood up 
from this main part of a brush to one, and was drilled in the tip flat part of this contact part, and 
uniting with it after spot welding of the leg of silver points of contact is inserted and carried out. 
[Claim 2] After inserting the leg of silver points of contact in the hole drilled in the tip flat part of 
the contact part which stood up from the main part of a brush to one, The manufacture method 
of the brush with a silver point of contact which a downward electrode does not contact this leg 
with the electrode of one pair of upper and lower sides, but carries out spot welding in the state 
where the contact flange of silver points of contact is countered, and is characterized by being 
mechanical on it or unifying silver points of contact and a contact part in total. 
[Claim 3] The manufacture method of the brush with a silver point of contact according to claim 
2 which carries out spot welding of the leg in the state where it inserted in the hole so that it 
may prepare the hole drilled in the tip flat part of a contact part as that hole edge will be in the 
state where it projected upward, and a part of contact flange by the side of the leg of silver 
points of contact may contact and appear in this hole edge. 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the brush with a silver point of contact used, for 
example as electric point-of-contact parts, such as a winding device of a power cord, and its 
manufacture method. 
[0002] 

[Description of the Prior Art] After inserting the leg 08 of the silver points of contact 07 in the 
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hole 06 drilled in the tip flat part of the contact part 05 which stood up to one as the 
manufacture method of this brush with a **** point of contact from the main part 03 of a brush 
as shown in drawing 5 (A) and (B), it closes what is called in a silver point of contact which 
closes whether it is mechanical, and law is known well. The reel by which the main part 03 of a 
brush is attached 020 in this figure, and 021 are case covers, and the contact ring 022 in 
contact with the silver points of contact 07 of a brush 01 is attached to this cover. 023 shows 
the rotation center of a reel 020. However, as for this method, in the silver points of contact 07, 
since or was only closed, the silver point of contact 07 and the contact part 05 do not have 
solid construction electrically. Therefore, the flow was bad and there was fear, such as 
oxidization. 

[0003] On the other hand, in order to conquer such a difficulty, what is called a silver point-of- 
contact spot welding process that carries out spot welding where the silver points of contact 07 
are laid on the tip flat part of the contact part 05 as shown in draw ing 6 was proposed. 012 is 
the spot welding part. However, although there was an advantage that this method served as 
solid construction and a point of contact 07 and the contact part 05 were stabilized electrically 
as for it, there was a fear of the silver point of contact 07 dropping out by external load, or a 
position gap arising, and there was a difficulty an intensity field. And in this case, on the 
occasion of installation of a up to [ the tip flat part of the contact part 05 ], since positioning of 
the silver point of contact 07 was not easy, there was trouble also in automation of 
manufacture equipment. 
[0004] 

[Problem to be solved by the invention] Then, the above conventional problems can be solved, 
and the contact part of a silver point of contact and the main part of a brush is electrically made 
to solid construction, and a silver point of contact does not carry out omission etc. by external 
load, and this invention also aims automation of manufacture equipment at offering a possible 
brush with a silver point of contact, and its manufacture method. 
[0005] 

[Means for solving problem] In order to attain said purpose, [ the brush with a silver point of 
contact of invention of Claim 1 ] It has a main part of a brush, and the contact part which stood 
up from this main part of a brush to one, and is characterized by closing whether it is 
mechanical to the hole drilled in the tip flat part of this contact part, and uniting with it, after 
spot welding of the leg of silver points of contact is inserted and carried out. 
[0006] [ the manufacture method of the brush with a silver point of contact invention of Claim 
2 ] After inserting the leg of silver points of contact in the hole drilled in the tip flat part of the 
contact part which stood up from the main part of a brush to one, A downward electrode does 
not contact this leg with the electrode of one pair of upper and lower sides, but spot welding is 
carried out in the state where the contact flange of silver points of contact is countered, and it 
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is further mechanical or is characterized by unifying silver points of contact and a contact part 
in total. 

[0007] [ the manufacture method of the brush with a silver point of contact invention of Claim 
3 ] In Claim 2, as that hole edge will be in the state where it projected upward, it prepares the 
hole drilled in the tip flat part of a contact part, and spot welding of the leg is carried out in the 
state where it inserted in the hole so that a part of contact flange by the side of the leg of silver 
points of contact may contact and appear in this hole edge. 
[0008] 

[Mode for carrying out the invention] The top view in the state where dra wing 1 made the pair 
the brush with the silver point of contact for code winding devices of one embodiment of this 
invention, and attached it to the end of a power cord, and drawing 2 are the important section 
longitudinal sections of the contact part of the main part of a brush which meets the A-A line of 
drawing 1 . 1 is the brush with a silver point of contact connected to the end part of the power 
cord 2, and consists of a contact part 5 which stood up to one from the both sides of the main 
part 3 of a brush, and this main part of a brush. The tip of the contact part 5 is formed in a flat 
part, and the hole 6 is drilled by this tip flat part. The main part 3 of a brush with which the hole 
6 stuck to the tip flat part of such a contact part 5 is formed, for example of punch processing 
by a press etc. 

[0009] The leg 8 of the silver points of contact 7 is inserted in the hole 6 of the main part 3 of a 
brush, and after spot welding of the undersurface of the contact flange 9 of the silver points of 
contact 7 and the periphery part upper surface of the hole 6 of the main part 3 of a brush 
adjacent to the superior border of this leg is carried out, from the upper and lower sides, it is 
closed whether it is mechanical and it is unified. As for the silver points of contact 7, the silver 
alloy 1 0 is coated on the contact flange 9.12- the spot welding part - it vomits 1 3 - making - 
a part for the crushed leg is shown. 

[0010] When manufacturing the above brushes 1 with a silver point of contact, the leg 8 of the 
silver points of contact 7 is inserted in the hole 6 first drilled in the tip flat part of the contact 
part 5 of the main part 3 of a brush as shown in drawing 3 . It is made for a hole 6 to be in the 
state where the hole edge 6a projected upward, on the occasion of formation by said press 
etc. It seems that then, a part of contact flange 9 by the side of the leg 8 of the silver points of 
contact 7 contacts this hole edge 6a, and it comes to appear when the leg 8 is inserted in a 
hole 6, and it does not contact all over the contact flange 9 like the conventional spot welding 
process. 

[001 1] Although the electrode 15 of one pair of upper and lower sides of a spot welder and 16 
will be made to approach the silver points of contact 7 as shown in drawing 4 after an 
appropriate time and spot welding will be carried out In this case, since a part of contact flange 
9 by the side of the leg 8 of the silver points of contact 7 only contacts a hole edge 6a as 
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mentioned above, it is small in power consumption, and the cost of equipment can be made 
cheap. According to the test result, it such turned out that is ended at 20.000A to 40,000A in 
complete contact in part in contact. Moreover, welding is also trustworthy. 
[0012] And since the downward electrode 16 does not contact the leg 8 like drawing 4 when 
welding but it becomes the contact flange 9 and arrangement that current flows only into the 
portion which counters The flow of the current to the undersurface of the contact flange 9 and 
the periphery part upper surface of the hole 6 of the contact part 5 of the main part 3 of a brush 
becomes good, and welding will become more positive. 
[0013] 

[Effect of the Invention] Since this invention consists of the above composition and the contact 
part of a silver point of contact and the main part of a brush serves as solid construction 
electrically, it becomes the good thing of a flow. Moreover, intensity will become strong also to 
the sliding resistance by rotation of the reel attached, for example, and the attached silver point 
of contact will not have a possibility of carrying out omission etc. like before, either. 
Furthermore, there is an outstanding effect that the leg of a silver point of contact is put in and 
welded to a hole when manufacturing, and ********** j s good, and automation of manufacture 
equipment is also attained. 



[Brief Description of the Drawings] 

[Drawing 1] It is a top view in the state where made the brush with the silver point of contact for 
code winding devices of one embodiment of this invention into the pair, and it was attached to 
the end of a power cord. 

[Drawing 2] It is the important section longitudinal section of the contact part of the main part of 
a brush which meets the A-A line of drawing 1 . 

[Drawing 3] It is the important section longitudinal section of a contact part showing a 
manufacturing process. 

[Drawing 4] It is the important section longitudinal section of a contact part showing a 
manufacturing process. 

[Drawing 5] With the conventional silver point of contact or the Drawings which close and 
explain law, (A) is the important section longitudinal section of an attachment state of a brush, 
and (B) is expanded sectional view **** of the contact part of the main part of a brush. 
[Drawing 6] It is the expanded sectional view of the contact part explaining the conventional 
silver point-of -con tact spot welding process of the main part of a brush. 
[Explanations of letters or numerals] 
1 Brush with Silver Point of Contact 
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2 Power Cord 

3 Main Part of Brush 

5 Contact Part 

6 Hole 

7 Silver Point of Contact 

8 Leg 

10 Silver Alloy 

12 Spot Welding Part 

1 3 A Part for Leg Crushed by * 
15, 16 Electrode 



[Drawing 1] 
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[Drawing 2] 
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[Drawing 3] 
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[Drawing 4] 
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[Drawing 6] 
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[Drawing 5] 
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[Translation done.] 
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